etup Sut *N| ae 
Stop NS?" 


Cust Item ID: 


Customer: 
0 Run Start * * 
Date u NR1 
Sto 
Dile NR?" 
Tool ID Tool Plan Accept Reject Reject 1 Insp. 
Code Qty Qty Number Stamp 
-Zo _ 2. DEN 
(276-10 
žo 2 NIL 
Z سه‎ 0 
te 
N25. å 2 


*B5A81* 


*NONNN4N1NN* 


بی 


Accept 


s; 


Work Order ID 85481 
June-08-12 10:12:38 AM 


Item ID: 


D3537-3 

Revision ID: 

item Name: Wearpad ۲ 

Start Date: 08/06/2012 Start Qty: 20.00 20% 

Required Date: 22/06/2012 Req'd Qty: 20.00 ۲72) 

Reference: 

Approvals: Process Plan: MC ‘ee l Date: 12/06/08 Tooling SNR 

QC: 9 Date: ” / —— SPC (YIN): 

Sequence ID/ ` Operation Set Up/ 

Work Center ID Description Run Hours 

Draw Nbr Revision Nbr 
D3537 Rev C 

100 0.00 

* 4 nn* FLOW WATER JET 

. Waterjet Memo 0.00 0 
FLOW CNC Waterjet 1-Cut as per Dwg D3537 Dwg Rev: ( 2 Prog Rev: © 2- 
24 ۷ 063 Deburr if necessary 

110 OC2- Inspect parts off machine FAI/FAIB 0.00 

za 107 

QC Memo 0.00 

Quality Control 

120 QC8- Inspect parts - second check 0.00 

ا *120* 

QC Memo 0.00 E lu 


Ouality Control 


an 


Setup Start 


Stop X N Q 9 * 
Run Start *N R 1 * 
Stop 


*NR2* 
Reject Insp. 
Number Stamp 3 


alala 


Qty 


A LIGHT 


Accept ` Reject 


Qty 


o 


eld hardcoat as per Dwg D3437 


a 


Work Order ID 85481 


Item ID: k * 
NQNNN4010N 

Revision ID: 

Item Name: Wearpad 

Start Date: 08/06/2012 Start Qty: 20.00 0 6 یز‎ Cust Item ID: 

Reguired Date: 22/06/2012  Reg'd Oty: 20.00 *»2()* Customer: 

Reference: 

Approvals: Process Plan: Date: _ Tooling: 5 Date: 

QC: 5 Date: SPC (Y/N): Datei 

Sequence ID/ Operation ` Set Up/ ToolID Tool# Plan 
Work Center ID Description Run Hours Code 
130 0.00 

4 20% NC BRAKE 

Brake NC Memo 0.00 

Brake NC | Deburr if necessaryForm on Brake as per Dwg D3537using Jigs DT8261 and 

DT8326.Identify as D3537-3Form Joggle as per Dwg D3537 on brake using 
Jig DT8158 

140 QC5- Inspect part completeness to step on W/O 0.00 

*1A40* 

QC Memo 0.00 
Quality Control Ensure joggle as per dwg D3429 

150 0.00 

* 4 5 0 * Large Fab 

Large Fab Memo 0.00 

Large Fab Qty — Description BatchA/R 2059B Hardcoat 


۱ ۳ DOA: Date: 
NOR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
0۸ Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Rework Skid-tube Crosstube Prod. Eng. Coor. Engineering 
Part No. Scrap Machining Small Fab Rec/Store/Packaging 0۷ 
Use-as-is Thermoforming Finishing Supplier 
Work Order Update Large Fab Composite Other 


FAULT CATEGORY 
Landing Gear l Hardware General 
|| Bending Passes Below Min Breaking E Burrs ا‎ Maintenance Set-up 
| Centre Not Concentric to 5 Missing . al Contamination m Mislabeled Supplier 
| | Cracks Size/Length B Cut Too Short Nu Off-Set Temperature/Cure 
| |Crushed/Crimp at Bending Spinning m Documentation/Data Å Orientation Misread Weld 
m Inspection Strip in Tube Threading a Finish m Out of Calibration Wrong Stock Pulled 
E Other 1 Wrong 5 Inspection Incomplete 31 Out of Seguence 
m Positioned Wrong Drill Holes gi Inspection Unqualified m" Outside Dimensions E Other 
N Ripples on Inner Bend m Misaligned m Instructions Incomplete/Unclear N Over/Under tolerance 
E] Torque Waves in Extrusion 5 Ovalized a Jigs/Fixtures/Tooling Bg Part Lost 
N Turning Sequence | Æ Over/Undersized a Kit Incorrect m Part Moved 
| Wave/Twist in Tube IE Too Many E Kit Missing B Raw Material 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev ع‎ 


Setup Start 


Stop 


Run Start 


*NR1* 
"NR?" 


Reject 0 Reject 
Qty Number 


Stop 


Insp. 
Stamp 


*Nananan1no* 


Cust Item ID: 
Customer: 


Accept 


Code Qty 


 *BRARA* 


` ToollD Tool# Plan 


QC5- Inspect part completeness to step on W/O 


Memo 


Grey Sandtex(Ref:4.3.5.6) per 051005 4.3 0.00 
Memo 2 2 Q' io 
START TIME: OVEN TEMPERATURE: 


2-6 


FINISH TIME: 
yer 


Work Order ID 1 


Accept 
Revision ID: 
Item Name: Wearpad 
Start Date: 08/06/2012 Start Qty: 20.00 *^»2()* 
Required Date: 22/06/2012 Req'd Qty: 20.00 *2()* 
Reference: 
Approvals: Process Plan: — Date Tooling: 
QC: s Date SPC (Y/N): 
Sequence ID/ Operation 0 وت‎ Set Up/ m 
Work Center ID Description Run Hours 
160 QC10- Inspect visual per QS1004- ground welds 0.00 
*1AN* > glu] 
glej 
QC MuR ooo & ۶ 


Ouality Control 


170 


470% 
QC 


Quality Control 


180 


4 ۳ 


Powdercoat 


Powder Coating 


mice 


8 17٤ ف‎ Page 4 
ep *NONNNAN1NN* ss *NS4* 
Stop * N Q^2* 
Cust Item ID: 
Customer: 
2 ۰۰ رد‎ ۰ ۶2 Start 
Tooling: i Date: m ši *N R 1 T 
SPC (Y/N): Date: 9 Stop *N RI2* 
Set Up/ ` ToolID  Tool# Plan | Accept Reject Reject Insp. 
Run Hours Code Qty Qty Number Stamp 
0.00 
cos 4 Malet 
0.00 m 5 م‎ bel 


MIA 


ود 


dox 


۳ سام‎ vov {14 


Mf JA 


(zo? 


Work Order ID 


85481 
June- -08- 12 10: 12: SEAM. 
ltem ID: D3537- 3 
Revision ID: 
Item Name: Wearpad 
Start Date: 08/06/2012 Start Qty: 20.00 


Required Date: 22/06/2012 Req'd Qty: 20.00 


Reference: 
Approvals: Process Plan: — 
QC: tut 
Sequence ID/ تچ‎ Operation 
Work Center ID Description 
190 QC3- Inspect Part Finish 
*1Qn* 
QC Memo 


Quality Control 


2 ص 
Identify as per dwg & Stock Location: 2 à 0.00‏ .200 


200% 

Packaging Memo 

Packaging 
210 QC21- Final Inspection - Work Order Release 
*2410* 

QC Memo 
Quality Control 


Start Date: 08/06/2012 Reguired Date: 22/06/2012 
Start Oty: 20.00 Reguired Oty: 20.00 
Route Unitof | Qtyon Qty per Kit Total Qty Date Status 
Seq ID Measure Hand Qty Issued Issued 
m ۶ ENS — m Ce Dani! = = 
100 sf 122.6624 0.149 3.136842 
** 
Loc Qty Loc Code 
122.662433 
21.4778 


= 
101.184633 121884. IM 


Picklist Print 

June-08-12 10:13:05 AM 

Work Order ID: 1 *Q BAS 1 * 
Parent Item: D3537-3 *l)345237-23* 


Parent Item Name: — Wearpad 


Comments: IPP Rev: A New Issue 07-02-14 JLM 

Component Item ID/ Replacement Mfg/ Bin Primary Last 
Item Name Item ID Purch Item Location Location 
M304S16GA Purchased No 


"M304S16GA" 


304/316 Sheet .063 
Location 
MAT020 


121626 
121889 


DOA: Date: 
NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
OA Closed: Date: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Prod. Eng. Coor. Engineering 

Part No. Scrap Machining Small Fab E Rec/Store/Packaging Quality 
Use-as-is Thermoforming Finishing 5 Supplier 
NCR No. Work Order Update Large Fab Composite ا‎ Other 


Root Description of work order update Initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


| FAU ۵7۶6988 زر‎ | FAU ۵7۶6988 زر‎ 
Landing Gear Hardware General ١ 
a Bending Passes Below Min Breaking WI Burrs Ni Maintenance Set-up 
7 Centre Not Concentric to 5 Missing KO Contamination l ۴۰۱ Mislabeled Supplier 
a Cracks l Size/Length = Cut Too Short E Off-Set Temperature/Cure 
5 Crushed/Crimp at Bending ‘| [Spinning ۱ Documentation/Data ۱ Orientation Misread Weld 
5 Inspection Strip in Tube Threading mi Finish 1 Out of Calibration Wrong Stock Pulled 
u Other Wrong E Inspection Incomplete E Out of Sequence 
m Positioned Wrong Drill Holes B Inspection Unqualified m Outside Dimensions | | Other 
= Ripples on Inner Bend | | Misaligned pi Instructions Incomplete/Unclear P] Over/Under tolerance 
ا‎ Torque Waves in Extrusion m Ovalized E Jigs/Fixtures/Tooling HN Part Lost 
E Turning Sequence N Over/Undersized m Kit Incorrect 1 ۱ Part Moved 


m Wave/Twist in Tube I Too Many 
H:/FORMS/Quality Assurance\approved QA/NCRWO Rev ع‎ 


E Kit Missing NE Raw Material 


Work Order: | SJØ . | 


-| DART AEROSPACE LTD 
ان سوا سک‎ SEENDE 
Description: Wearpad 
ا د اج ها‎ 
۲  Pagetof1 | 


Inspection Dwg: D3537 Rev: C 


FIRST ARTICLE INSPECTION CHECKLIST 


[x] First Article mi Prototype 
Drawing Actual Method of 
Tolerance : Comments 
I NM 6 .2ت‎ a 
à i E V UME 


3.500 
تھا‎ aa ecc 


1.965 
ا‎ sie A ap ۱ 
3.625 ۔+‎ 0 SAŠ v 
0.220 x 0.380 


^ 


6 
2 
0 


Prototype Approval: 


Date: 


Rev ; Date | Change Revised by | Approved 
A | 07.05.10 | New Issue KJ/JLM AT E 


HAFORMSQuality Assurance\approved QA\FAI revD 


R1.62 


Na 0.9 
APPLY 2 LAYERS OF 


2059B HARDCOAT WELDS 


TO WITHIN 0.25 OF `S 
WEARPAD ENDS < 
0.188 TO 0.250 THICK 3 
O 
SECTION 8-8 یس د‎ 
R1.62 HŠ | 
3 P 
œ 
Qtek" 
0.130 E 
0:100 V 
D2941—300 
REMOVE POWDER 
COAT FROM PEE 
SURFACES RELE SEN 
CLEA 
9 per EN 
ے۹6‎ 


0.12 
(TYP) 


(MADE FROM D3537-1F) 
B 


0.220x0.380 


RO.38 (TYP) 
A OBROUND 
0.220x0.380 RO.38 (4 PLACES) 
OBROUND (TYP) 
(4 PLACES) 
? 
(TYP) (TYP) 


3.500 
P— 4.250 (REF) —-| 


(MADE FROM D3537-3F) 
1.22 


(MADE FROM D3537-1F) 


JOGGLE 


0 
= 
0.25 a i A 
(TYP) ~ 
6 07.04.13 | WIDEN TAB TO 0.380, WELD PATTERN 


= 07.03.20 | ADD AMS 5513 AND AMS 5524 
06.11.06 | NEW ISSUE 


×× ع 2477[ 


ag DRAWING NO. REV. C 
D3537 SHEET 1 OF 1 
T SCALE 


WEARPAD 1:2 


COPYRIGHT © 2006 BY DART AEROSPACE USA, INC. 


THIS DOCUMENT IS PRIVATE AND CONFIDENTIAL. 


RETURN TO 
ENGINEERING 
UNCONTROLLED COPY 
SUBJECT TO AMENDMENT 
WITHOUT NOTICE 
JR ( وا‎ s] 


۱ 0۵۸ج 
وت ši eS‏ 


16 GAUGE (0.063 THICK) 


م -/5-/3-/1= 


1) MATERIAL: AISI 304/316 SS SHEET PER AMS 5513 OR AMS 5524, 


(REF DART SPEC. M304S16GA) 
2) BREAK ALL SHARP CORNERS 0.063 MAX 


3) WELD PER OSI 004 
4) FINISH: POWDER COAT GREY SANDTEX (4.3.5.6) PER OSI 005 4.3 


5) TOLERANCES ARE PER DART OSI 018 UNLESS OTHERWISE NOTED 
6) ALL DIMENSIONS ARE IN INCHES 


